. CARGO BASKET LID FABRICATION - COMMON 
H - ^ 


General 
^7,^ 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 
k 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0- 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 
f 
(initial or SCA #) 
Work Order: 


DateOpen: 
' Oé? f^O/^ 


1. Rim Assembly-Basket Lid 


a. Cut and fit %" x 0.035 material ta fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 


a. Rim for complété welds 


4. Frameassembly-Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to Jig. 


5. Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
^y)-0^ 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 
. 
ii. Record handie bracket WO and welding rod PO on attached material list. 
* b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 
Jjhù 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final inspection 
To be completed by a différent person than the previous steps. 
Ai jQI 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order: 


Date Opened:. 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1df2 I 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


78412-01 
Lid Assembty 


Step 1 
RIm Assembly 


Step 2 


. 2 
3/4" Tube - Long Rim (93.25") 
4130 SteeCy^" x 0.035 Sqr. Tube ^ 
C» "7^^ 
<g_ 


. 2 
3/4" Tube - Short Rim (22.5") 'Vy^pfiÏT50 SleetrVV x 0.035 Sqr. Tube 
WL, \1]C> 


Weld Rim Assembly 


Step 3 


. A/R 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step 5 


.4 
3/4" Tube - Cross Member (21")^ 4130.Steet: y/ x 0.035 Sqr. Tube ( 
f | 
Ol 


70405 
Option: Frame Assembly - with walkway 


Step 6 


. 8 
1/2" Tube-waikway ^ 4130.5^6^/2" x 0.035 Sqr. Tube 1/10} 


Weld Frame Assembly 


Step 7 


.AIR 
Welding Rod 
ER70O-a TIO Rod 
I^OO^ 


Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 
S/Ç 


Step 9 


. 1 
Mesh (lid - 92.5" x 22") 
3/4-16F Expanded MitstéiTiheet., 
IlO T'^ 


Weld Mesh 


.AIR 
Welding Rod 
• ER70S 6 MIG Wiro - 
(Po^ hOO€^ 


% 


Work Order: 


Date Opened:_ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2 6f2 ' 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
We/d Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 
" 


. AIR 
~ 
Welding Rod 
ER308L TIG Rod 


.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, V2 Dia. 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 
Ço4- 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


. A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


- CARGO BASKET HOOP FABRICATION - 76421 


, General 


These instructions apply to cargo basket hoop 76421-01 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


76421, Revision 0 - 
Hoop 


Notes 
1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 
Complété 
, 
(initial or SCA #) 
Date Open: 
Où 
' 
• 


-* 
. ? 


1. Hoop Fabrication 


a. Cut 
X 0.035 material to 48.0"?, one end square, one end @ 
16 degrees. 


, 
' 
* 
b. Record material PO on attached material list. 
, 


c. De-burr eut ends using a sanding dise on a die-grinder or dise sander. 
- 
- 
, 
d. Remove writing on tubes with acetone and scotch bright. 
. 
I 
! 
e. On the hoop bendingfixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: ?? 


f. Slide stock tube through bending die up to upper stop, angled end of tube, long side away. 


Rotate bending arm clockwise until tube is secure, ready to bend. Ensure tube remains tight to 


upper stop. 


g. Slide shim ail the way forward on bander to secure tube in die. 
. 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for angle and height using hoop jig. Adjust stops if required. 


j. On the hoop bendingfixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


k. Slide stock tube through bending die up to upper stop, square end of tube. Rotate bending arm 


clockwise until tube is secure, ready to bend. Ensure tube remains tight to upper stop. 


I. 
Slide shim ail the way forward on bander to secure tube in die. 
m. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure, 


n. Check tube bend for square and height using hoop jig or carpenters square. Adjust stops if; 


required. 


o. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. hoop width at top: 21" (inside to inside) 


iii. adjust upper stop for height if required 


iv. adjust stock length for width if required 


V. twist - 
due to pulling bending arm up or down through bend 
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CARGO BASKET HOOP FABRICATION - 76421 


p. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
q. Inspect hoops for conformity to drawing. 


r. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 


General 


These instructions apply to cargo basket attachmenthoop 76423-01 (médium AS350 basket) 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détail^ 


76423, Revision 2 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


Work 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct 
2. AIways pull with consistent speed throughthe bend, do not stop durine thp nul! 
^ 
once the stop is reached. 
^ 
^ 


Order: ^ 
^ 


Date Open: 
0(f 


Complété 
(initial or SCA#) 


1. 
Vi Hoop Fabrication - 
Yi" hoop 
a. Cut Vi" X 0.035 material to 22.0", square ends. 
Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 
Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise 


is secure, ready to bend. Ensure tube remains tight to upper stop. 
Slide shim ail the way forward on bender to secure tube in die 
Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops i/reT " 
Check for: 
quired 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


b. 


c. 


d. 


e. 


f. 


g- 
h. 


unt 


âaiiL 


il tube 


2. 
Yi Hoop Machining-)4" hoop - 
Handie Provisions (84262-01) 


a. Start with Yi" half hoop from step l. 


d. 


e. 


4e£/L 
Setup manual milling machine with spécifie hoop vise Jaw. Set XY 0 on far right ed 
(end of hoop). 
' 
of jaw 
Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in 
h 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each locat^on^"'^ 
before drilling. 
"i-duon 


i. locate 0.23" from edge (within tolérance specified on drawing). 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder 
Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA #) 


3. >2 Hoop Fabrication - 
1" hoop 


a. Cut 1" X 0.065 material to 28.0", one end square, one end (S) 16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. Vi Floop Machining- 1" hoop 
/p7ùî, 


a. Start with 1" Vi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y-0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Vi" coated carbide end mil!, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
h. Tag in process hoop(s) and place into stock. 
% 


5. Joint Préparation 
y4l)û6 


a. Set 1" hoop in hoop jig. Insert K" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise. Attach 11" spacing jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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. CARGO BASKET HOOP FABRICATION - 76423 
Complété 


I 
(initiai or SCA#) 
I 
7. Welding-Handie Bushings-84262-01 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 
b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding - Hoop Assembly 
a. Insert 1" hoop from step 6 and V" hoop from step 7 into hoop jig. Seat 
hoop into slot in 1" 
hoop. 
b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 
hoop in slot. 
d. Cap y" -1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 
d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 


Date Opened: 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 1 
76421-01 
Hoop - standard 
413ojfefeH^x 0035 Sqr. Tube ]l(0\ 


76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 
ikZ— 


Step 2 


. 1 
1/2" Tube - hoop 
413aJsléeJ, y/ x 0.035 Sqr. Tube 
10 


Machining 
None 


Step 3 
1/2 Hoop Fabrication -1 " 
hoop 


Step 4 


. 1 
1" tube-hoop 
4130 Steel, 1"x 0.065 Sqr. Tube^f^fV l20\f 


Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
.2 
76423-06 
Stud 
"ioM 
1010 Mild Otoel, 5/8" Dia. PC. 
19-0'7f 


Step 7 
.2 
84262 
84272-01 
Bushing 
41 OQ-Steet, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


Step 9 


. A/R 
Welding Rod 
ER70S-2 


Finishing and Inspection 
None 


General 


CARGO BASKET BODY FABRICATION - COMMON 
^ _ 
' 
\ 
A<3Sb wM6 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails; 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 


94511, Revision 0 - 
Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0- 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
' 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0 - 
Short Basket 
80311, Revision 0- Médium Basket 
81111, Revision 0- Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 
i" ' I 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 


> • 


Ai'- - • 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
Work Order: 


Date Open: 
0(e 


1. Rim Assembly - Basket Body 
<^2ûZ_ 
a. Cut and fit Y*" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 
AP 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut Yi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 
x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Yi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Al! other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
ÂD~0^ 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 
1. Set Va." angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 
g. insert mesh into basket. 


i. General 
1. Some cells may interféré with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ai! edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Yï to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 
Remove surface rust with scotch-brite. 


Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 


Ensure mesh is cut at intersections where possible. 
Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) ^ 
8. Weld mesh to frame assembly per drawing. 
Ar)-o-> 


a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for ail baskets, MIG welding: 
Every intersection at top edges. 
Every intersection at ends. 


III. First 5 intersections down on hoops, then every second intersection, 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 
jêD'O^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
e. Tag complété basket body assembiy in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated wfWfe in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembiy and place into stock in préparation for assembiy. 
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Work Order: ^lU- 


Date Qpened: oc Ar/t*< ^kil'4' 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


4 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 
«VS 


. 2 
-- 
3/4" Tube - Long Rim (93.25") 
4130_Siea)', y/X 0.035 Sqr. Tube ||(C>) 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130-StçSl, %" X 0.035 Sqr. Tube 
\llo\ 


Step 2 
Weld Rim Assembly 


v> ^ 


. A/R 
— 
Welding Rod 
'En70S 2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
76421-01 
Hoop - standard 
4130.Stoetr'/2" X 0.035 Sqr. Tube 


. 2 
76423-01 
Attachment hoop (aft) 


. 5 
~ 
1/2" Tube - spine 
4130 
y2 X 0.035 Sqr. Tube 
1 Ko \ 


Step 4.g. 
70406 
70406-01 
Option; Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, 72" X 0.035 Sqr. Tube 
t- Kt, 


70406-04 
1/2" Tube 
4130.Stô«tT 72" X 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 
ys po 


.A/R 
~ 
Welding Rod 
'eK/us-2 Mb Kuu- £f(R 30^<L 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
~ 
Mesh (Body - 48" x 92.25") 
Expanded Milrl StenMhrrt 44Û2-3, \io-Z-X 


. 2 
~ 
Mesh (End -22" X 17") 
3/4-16F Expanded ipd-StesrSheet 
H O'Z'^ 


Step 8 
Weld Mesh 


.A/R 
~ 
Welding Rod 
FR7nS fi MIO Wirr- 


Work Order: 


Date Qpened: 06 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 ' 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Vi" Dia. 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018-IVWd-Steel, 0.032" Sheet 


.A/R 
— 
Welding Rod 
ER70C 2TIG Rod 
(Pcé/^OO'S- 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


I fm tiuwà cat^Ms HtavuKn md 6<t' 
s ttemim m nk oon iv. «s cm*«« a mr •ancH kkv. na' wt I m 
ccKD. M oumu^ H un UMMO. NW tftts roi vmXKMutc «mxit ne «nn cowoit <r mm san im rr icca-mc ne oumc f« 
mmoa, 
*t wonewr Atags ip wgj «no ira» 
hinefM nw» ne et. a 
leug. v ne 
m ne egetncu eoffect ncwat 


DESCRIPTION Of CHANGE 
INITIAIS 
DATE 
BR 
I 24 JAN oa" 


(12.63) 


R4.00 


NOTES 


1. RENOVE Aa aURRS ANC BREAK SHARP EDCES. 


2. HOOP P/N 9(»10-01 IS JSCD AS A CKRECT REPLACCUENT FOR HOOP P/X 7«421-01. 
OVCRAU HOGh IS RGXICCO 8r 1.39 1N. THERE ARE NO OTMER CHANGES 
HOOP P/N 5O6tO-0' IS USED ON BASKET S/N 79*01-01. 79*01-02. 79401-01. 77801-01. 77602-01 Omly. 


HOOP 


SCAkE I : 1 


79421-01) 01 [HOOP 
1*130 STEEL COHD. N 
10.5 X 0.035 SQH T\JK^ 


MATERIAL SPEC 


UST OF MATERIALS 


E. eUBGOIN 


UNLESS OTHCRWSE SPECIfTED 
DIMENSIONS ARC IN INCHES 
TOLERANCES ON: 
OEOMAlS 
ANaCS 
X-XK* ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


COtSULlINO ENOINIBRS. TRANSPORT CANADA APPROVAU. DAR 2B0II 
MHS - 30TH AVENUE N.C.. CALCARY. ALBSRTA. CANADA. T2E 987 
UL {4M) tW-MCT 
lac (AM) MO «M 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 


Al 
76421 


DESCRIPTION OF CHANGE 
MTIALS 


ADOED 7M23-07 ASS'Y *HD 784 
^SlAwStOLENGTH or 


'^STUO 
3^5/(78423-01 ASS'Y) 


.^^STUO 
3^^78423-07 ASSrr) 


SECTWC-C 
8!M£l*l 


*0.625 


r TUBE 
TAP ORILL 0 
(0.332) 
TAP 3/8-24 UNF-2A 
0.75 DEEP 
t/2" TUBE 
r TUBE 


*0.625 


TAP ORILL Q (0.332) 
TAP 3/8-24 UNF-2A 
0.75 DEEP 


— 
1.GO- 


NOTES 


1. REMOVE AU. BUfmS AND BREAK SHARP CDGES. 


2. Onu. S/32 VENT HOLE M HOOP FOR VCNTMC OF MELO CASES. 
1/2" TUBE 


3. MELOINC OF 4130 STEEL TO BE COMPLETED BY CTAW METHOO TO AMS268SC 
«CLOINC ROC SHALL CONFORU TO AUS eR70S-2 OR EOUVALENT. 
A 
MIL SLOT WTO ITEM 1* TUBE AS SHOMN. CONTCR ENO OF 1/2" TUBE 
^TO UINIMIZE QAP BETyCEN 1* TUBE AM> ITEM 1/2* TUBE. 
TO UINIMIZE GAP BETHICEN 1' TUBE AHD ITEM 1/2 


AOJUST SLOT OF CAP (78423-04) TO HT AS REOUIRO) 
r TUBE 


78423-06 
nta-m 
ULD STEEL 
MIU) STEa SHgT 
0039 9HEET 
7S423zS4 
TUBE 1/2M 
fûëëiw 
4IJU Slia UMI. N 
Ml-T-8736 
^•423-07 
ATTACHMOIT HOOP ASSEuEy USm ON 76^ 
76423-01 
ATTACKUENT HOOP ASSEMBLY 


UATEMAL SKC 
STOCK 


AERO DESIGN LTD. 


R. RATHWEU 
24 JAN 08 
COmULTIMC BNCIND8S. TBANSPOin' CAJUDA APP80VAL8. OAR 80011 
2019 - SOTH ATCNUX N.E.. CALOART, AIBXBTA CANADA. T2I 6R7 
Ml (40S) ■ M-ASav 
(«K («Ml 
% JATTACHMENT HOOP ASSEMBLY 
•—^ 
SCALE I ; 1 


%)ATTACHMENT HOOP ASSEMBLY (USED ON 78411) 


(REF) 
23 
AS350 ic AS355 SERIES 
QUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


UNLESS OTHERWSE SPEOFIEO 
MIENSIGNS ARE H MCHES. 
TOLERANCES ON 
KCaAALS 
ANCIES 
X.XXX 10.010 
±1/2 
X.XX 
±0.03 
±0.1 


oâSsa 


S1«ET 
1 OF 1 
Al 


SSonÔl 
76423 


AU. FEATURES SMHLAR TO 78423-01 EXCEPT STUDS. SEE SECTION C-C 


SCALE 1 
: 
1 


REV. 
DESCRIPTION OF CHANGE 
MITIALS 
DATE 
0 
INITIAL ISSUE 


1 
CHANCeO HANDLE CONFIGURATION. REMOVCO ALTERNATS 8ASXET 
BJC 
27 JAN 10 


MOMV WK wr 


98.29 
CENTRE TO CENTRE ON UN» 


KEnOU WM 


1 
, y 


22.50 RU 


ll^ SDE 


-1^ \ 
y 
— 


40068-14 niTMC 
AN960-8I8 WASWRS 
ON 1* AnACNUENT HOOP 


DETAIL A 


NOTE: 


1. Ml OIMENSONS SHOWN ARE EOft RffERENCE ONLY. OWENSKMS OF COUPONCNTS 


ANC COMPLETE ASSEMdLr ARE OETERMINED IN PRCVIOUS STEPS. 
@ 
CARGO BASKET ASSEMBLY 


QUICK RELEASE BASKET 4- 


a/N TMOt-Oi 
MAMMUM PERMISSIBLE LOAO 
250 LBS/113 KG 
AERO DESIÛN LTD. 
^ OMMr^AUnnL^WMA 


BUMPER INSTALLATION 
SCALE T : 1 
DETAIL 0 


A^ 
ANM0-B16 
WASHER 
4 
40068-14 
niTINC 
ANCRA 
8 
CR3923-9-02 
CHERRY RIVET 
a/r 
CR3213-5-02 
CHERRY Rl\^ 
4 
CR3213-4-02 
CHERRY RIVET 
3 
48208-14 0« 
aUL0>ER 
ARCUS INDUSTRIES 


t 
78427-01 08 PLACARD 


1 
84298-01 07 HANDLE BAR INSTALLATION 
A/fi 
U$30001P4 08 RANG HWGE 
82 LONG 


1 
36280-01 09 BRACE ASSOiBLY 


1 
78413-01 04 LO ASSOIBLY 


1 
78411-01 63 BASI^ aOOT ASSEMBLY 
02 
S 
78410-01 
01 
CARGO BASKET ASSEMBLY 


01 
PART NO. 
ITEb 
OESCRO>TION 
UATERIM. 
HATCRIAL SPEC 
STOCK SUE 


OTY 
UST OF MATERIALS 


BA9C CCOE 
OUMETER 
REF NAS S23 
N-UFD. HEAO NEAR SOE 
F-OT, HEAD FAR SOE 
C-CÛUNTERSUNK 
0-0«fU 
OIOIT«# CE SNEETS 
TO BE OMKEO 


BASIC COOES; 
BJ-MS20470AD 
B8-MS20438A0 
ARN>CR321S 
ATW-CR3S23 


OASH NO FOR LENGTH 


«STAU. «W R«ET 


RDIOIC/IEPLACE RIVCT 


1 
EMSTMO BVET 


E. BUROOIN 


UNLESS OTHERMSE SPECIFIEO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 
CONSULTWQ KNCIKEBiS. TRANSPORT CANAJOA APPR0VAL9. OAR 80OM 
2013 - sera AVENUE N.E., CALOARY. AUERTA. CANADA. T2E 8R7 
tM: (40*) a60-wr> 
tu; (4M) MO-SU3 
*«l>.unMul«B.U 


EUROCOPTER AS350 Je AS355 SERIES 
QUICK RELEASE SKI BASKET 
BASKET ASSEMBLY 


iwQ. as 
Al 
78410 


TM5 WMio 
iWmMi wè MfA iWH www 
W W 
MWi lR ttf KlUéfTf ww MUtoi 
ktViifllf IWtfutHr 
CdWk « DunjMD M MT HMtO, «01 USB R» WMFWIUWe mOUT K Mm 
COOOIT V «00 KM) 
lA BT MCOMO Mi OUWC FW 
«ffBKMg. ne sawKT «acs w wo «00 «aai i». irmoî «cii wuifc o 
mme. v wb owob 01 k wuw 
{qwbb «cp»t 
œv 
DESCRIPTION ÛF CHANGE 
INITIAIS 
DATE 
WmAL ISSUE 
RR 
2S JAN OS 


1 
CHANCEO ATTACH HOOP FROH 76423-01 TO 7S423-07 
RR 
05 MAR 09 
2 
CHANGEO HANOLE BRACKET. REMOVED ALTERNATE BASKET 
BX 
26 JAN 10 


WELO EVCRY mTCRsecnoN 
(TYPtCAL) 


Nao AU. N-IERSeCTION 


MEU) RRST S MTQtSECTIONS DOW 
ANC CVERT SCCONO INTD»CCTKW ATTER 
TlP AU HOOPS 


DETAIL B 


37.50 


56.250 - CENTRE TO CENTRE ON LUCS 


07)2 PLACES 


'VCLD EVERY INlDtSECTKM 
(rmCAL) 


@ 
BASKET BODY ASSEMBLY 


0 1/ <^' 
■ ^AW 


TYPICAL 


DETAIL A 


SCAU t;1 


NOTES; 


1. 
REMOSC AU BURfS ANO BREAK SHARP EDGCS 
l PRIOR TO HELOINC, ORIU S/32 VD«T HOLES IN ASSEMBLY POR \^TINC Of WELD CASES. 
WEN ASSEMBLY IS COMPLETE, FIU AU VENT HaES MTH ROSETTE WELO. 


3. «CLOINC OF 4130 STEa TO 8E COUPLETEO BY CTAW UE1H00 TO AHS 268SC. 


WLDWC ROO SHALL CONFORM TO ER70S-2 OR ECXHVALENT. 
^MSTAU ITEM 8 (HANOLE BRACKET ASSEMBLY) IN ACCOROANCE WTH AERO DESK3N LTD. DRAMNC 84282 
riP 2 PLACES. 


S. THOROUGHLY CLEAN ANO POWDER COAT BASKET SUB-ASSEUBUES PRIOR TO ASSEMBLY. 


3/4 - 18F 
09 
MESH 
STEEL 
S^L 


7 
B4262 M 
HANOLE BRACKET ASSEMBLY 
2 
49215-01 
07 
SPACER 
4 
78421-01 
06 
HOOP 
78423-07 
05 
ATTACHUENT HOOP 
04 
SQUARE TUBE 
4130 STEQ. COND. N 
MIL-T-8736 
f/3 X 0.032 SÛR TUBE 
A/n 
03 
SQUARE TUBE 
4130 STEEL COND. N 
MIL-T-673e 
3/4 X D.032 SQR TUBE 
02 
S 
78411-01 
01 
BASKET BOOY ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRPnON 
MATER!AL/NOTE 
MATERIAL SPEC 
STOCK SIZE 


OTY 
UST OF MATERIALS 


R. RATHWOL 


E. BURCOIN 


UNLESS OTHERWISe SPCOFIEO 
DIMENSIONS ARE N BK>ieS. 
TOLERANCES ON: 
OCOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


CONSULTINO CNOXBBS. TTUNSPORT CANADA APPROVALS. DAR BOOM 
20i3 - 39TH ATCNUE M.C., CALOARY, AIRZRTA CANADA, TRI BR? 
m- (4(8} BBO-BOBT 
Ug (408) 


EUROCOPTER ASJ50 éc AS355 SERIES 
QUICK RELEASe CARGO BASKET 
BASKET BODY ASSEMBLY 
\mr 
(MO. 92E 


SHÉET 
1 
OF 1 
Al 
78411 


wmnaimiMmmmikvwBrv 
cm 
* 
BMun 
I 
HiBiWTinHraaETSRTanBrHesremBiTi 
neui M 
wno ccwr v «oo ksor i« r 
«ufw. m 
m 
i». «wttw Bw ne ufc et lut 9 
MB Bw— et ic wramiBi cowmm » 
HEVj 
DESCNPTION or CKANŒ 
MITIALS 
DATE 
0 1 
MIT1AL ISSUE 
) 1 
CHANCeO HANDLE BRACKET5. REMOVC ALTERNATE UD 
BJC 
3a JAN 10 


— 
1.25 —• 


1 
(o 
(fl^ 
) 
- 
k 
K 
1 


/ OAU #9 (0.106*) 
Ano) moNQ 
fiOTM ENDS 


04} K 
C 


DETAIL A 
_L 


DETAIL A 


5; 
T 
DETAIL B 
T 
DETAIL B 
@ 
BASKET UD ASSEMBLY 


rmcAt 
EVCRY3PUCS 
OR AS RRAOICAI 


NOTIS: 


1. REHOVE Ail. BURRS AND BREAK »IARP BNXS 


3. MELDMG OF 4>30 STEa TO SE COMPLETED BY CTAW hCTMOO TO AWS 266SC. 
mJMHG ROO SHAU CONFORU TO ERTOS-Z CR EQUrVALENT. 
^INSTALL ITEU 9 (HANDLE BRACKET ASSCUBLT) IN ACCOROANCC M1H AERO DESIGN LTD. DRAWNG 36362 


TYP 2 PLACES. 


4. WHEN ASSEMBLY 18 COMPLETE. PU. ALL VENT HOLES «TN ROSETTE MELO. 


9. THOROUOHLY CLEAN AND PONDER COAT BASKET SUB-ASSEMaUES PRKN) TD ASSEMBLY. 


A/H 
3/4-16F ot Me» 


1 
36204-10 06 PLACARD BRACKET 
) 
64263-01 9? UPPCR HANDLE BRAOŒT ASSY 
2 
46316-01 04 8PACCR 
A/R 
08 
41.80 STEFl CÛNO N. My.-T-6736 
S/4 X aoSS 8CR TUBE 
0? 
76413-01 
m 
BASKET UO ASSEMBLY 


01 
PART NO. 
imt 
DESCRIPTION 
HATERIAL 
UATERIAL SPEC 
STOCK SIZE 


UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 
DETAIL A 
LOOKING AT TOP 


E. BURCCIN 


UNLESS OTNERMISe SPCCTCO 
DMENSIONS ARE M NCMES. 
TOLERANŒS ON: 
DEOUALS 
ANGLES 
X.WX ±0.010 
±1/2* 
x.» 
±0.03 
x,x 
±0.1 


AERO DESIGN LTD. 


CORBULTINO BNCOmS. TRANBPOT CANADA APPROVALB. DAN BOOM 
0013 - son ATDtUt H± 
. CALOANY. AIBCNTA. CANADA, TSX 6*7 
Wi (4M) MO-MVT 
tas 
(4M) MO-MM 
T— 


eUROCOPTER AS350 êc AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY 


|*£v. 
«•a as 
Al 
78412 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


1 
INCREASE LOAD TO 250 LBS / 
113 KG 
BJC 
JAN 27/10 


DRILL #30 (0.129) 
4 PLACES 


NOTES 


ENGRAVE 0.007 DEEP AS FOLLOWS: 
"QUICK RELEASE BASKEr - 0.125 HIGH 
"EUROCOPTER AS350 & AS355 SERIES" - 0.080 HIGH 
"SAl 78401-XX" - 0.080 HIGH 
"MAXIMUM PERMISSIBLE LOAD" - 
0.125 HIGH 
"250 LBS/113 KG" - 0.200 HIGH 
"AERO DESIGN LTD." - 0.125 HIGH 
"CALGARY. ALBERTA, CANADA" - 0.080 HIGH 
"403-250-8027" - 0.080 HIGH 


QUICK RELEASE BASKET o 
EUROCOPTER AS3B0 de AS395 SERIES 
S/H 78401-01 
MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 


o 
AERO DESIGN LTD. 
CALOARY. ALBERTA, CANADA 
403-250-8027 


2.88 


3.25 


1.38 
1.75 


01) PLACARD 


78427-01 
01 
PLACARD 
6061-T6 ALUMINUM 
(3Q-A-250/11 
0.063 SHEET 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


DRAVM: 
R. RATHWELL 


CHECKED: 
E. BURGOIN 


DATE 


18 FEB 08 


UNLESS OTHERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
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1.0 
INTRODUCTION 


This Engineering Order is provided to allow for the use of stainless steel materials in place of 
the 4130 and mild steel materials specified on for AERO Design Ltd. Cargo baskets for various 
models of fielicopter. 


Tfte use of stainless steel Is to prevent rust stains from occurring on tfie powder coat in places 
where tfie powder coat is cfiipped or damaged, or wfiere tfie mesh fias pulled away from tfie 
basket fioops. 


2.0 
REFERENCE TEXT 


AERO Design Ltd. Drawings: 


Robinson R44: 90611, 90612 


Eurocopter AS350/AS355:78411, 78412, 77611, 77612, 76411 


Bell 206B: 80211, 80212, 80311, 80312, 81111, 81112 


Bell 206L/407: 76611, 69811, 69812, 60632, 49207, 49208 


Bell205A-1/212:75111,75112 


3.0 
IMPLEMENTATION 


Tfie following materials may be used as a direct replacement for tfie materials indicated. Tfie 
same or fieavier sfieet or wall tfiickness as specified on tfie drawing is required. 


Existing - Alloy Steel 
Replacement - Stainless Steel 


Use 
Alloy 
Form 
Spécification 
Alloy 
Form 
Spécification 


4130 
Tube 
MIL-T-6736 
304/304L, 
316/316L 
Tube 
ASTM A554 
Rims, hoops, etc. 


1018 
Rod/Bar 
AISI 1010/ 
1020 
304/304L, 
316/316L 
Rod/Bar 
ASTM A479 or A276 
Lugs 


4130 
Sfieet 
MIL-S-18729 
304/304L 
Sheet 
MIL-S-5059/AMS5513/ 
AMS 5511 
Placard bracket, 
caps 


316/316L 
Sheet 
MIL-S-5059/AMS5524/ 
AMS 5507 


321 
Sheet 
AMS 5510 


1018 
Expanded 
Mesh 
commercial 
304/304L, 
316/316L 
Expanded 
Mesh 
commercial 


ER70S-2 
welding 


rod 
ASME SE 
A5.18 
ER308L 
welding 


rod 
ASME SE A5.9 


Tfiis engineering otder applies to ail AERO Design Ltd. cargo basket configurations including, 
but not limited to, tfie drawings listed in section 2.0. 
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